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(54) PRODUCTION OF PLATED MEMBER FOR WELDING 

(57)Abstract: 

PURPOSE: To prevent the formation of a galvanizing film at the ends of an iron cylindrical 
material by utilizing a masking material consisting of the iron oxide film at the ends or plastics 
at the time of galvanizing the iron cylindrical material exclusive of its end. 
CONSTITUTION: The oxide film which hinders the formation of a plating film exists over the 
entire part of the iron cylindrical blank material at the time of galvanizing the entire surface of 
the iron cylindrical blank material exclusive of the weld zone at its ends and, therefore, the 
masking member is applied to the welded end where the plating is not required and 
thereafter, the oxide of the part to be plated exclusive of the ends is removed by a pickling 
treatment. After the material is subjected to a flux treatment, the masking material at the ends 
is removed and the material is immersed into a galvanizing bath. Since the oxide film remains 
at the ends without being pickled, the galvanized material having the ends remaining without 
being plated is obtd. The ends where the plating is not required are otherwise subjected to a 
molten masking treatment by plastic powder and thereafter, the material is subjected to the 
flux treatment and is immersed into the galvanizing bath, by which the galvanized cylindrical 
material having the non-plated parts at the ends is produced. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

l.This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2 **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The manufacture approach of the plating member for welding characterized by equipping the 
edge in tubed rough ** which possesses an oxide film on the whole front face welded with a masking 
member, masking only the end face of that edge, and on the surface of inside and outside, removing the 
above-mentioned masking member after performing acid washing and flux processing to tubed rough ** 
which performed this masking, and immersing that tubed rough ** in a plating bath. 
[Claim 2] A welding resin layer is masked the end face of the edge where tubed rough ** is welded by 
immersing the edge where tubed rough ** heated to the melting temperature of the masking reagent 
which becomes by the fine particles of plastics is welded in the above-mentioned fine particles, and 
making the above-mentioned edge carry out melting adhesion of the plastics, and on the surface of 
inside and outside. The manufacture approach of the plating member for welding characterized by 
immersing tubed rough ** which performed this masking in a plating bath after performing acid 
washing and flux processing. 



[Translation done.] 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
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3. In the drawings, any words are not translated. 

DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the manufacture approach of plating members for 
welding, such as a welded joint with which the plating layer was formed in the skin except the edge 
welded. 
[0002] 

[Description of the Prior Art] The galvanized steel pipes are cheap, since it excels in corrosion 
resistance, the object for prizes is carried out in many fields as a piping material, and various methods of 
construction, such as what is depended on a bell and spigot, a thing to depend on mechanical structure, a 
thing to depend on grooving, and a thing to depend on welding, are adopted as the connection. And what 
is called common name "a galvanished pipe" is manufactured by drawing 8 through the process A 
shown roughly in the galvanized steel pipes. 

[0003] That is, after performing acid washing and flux processing to tubed rough ** of **** which 
formed the tube, the plating layer of 0.2-0. 5mm of thickness which becomes by the iron-zinc system 
alloy layer by being immersed in the plating bath which collected hot (about 430-480 degrees C) 
melting zinc (plating bath immersion) is formed, and it is manufactured by pulling up and carrying out 
water cooling of it from a plating bath. And this galvanished pipe is used abundantly as a piping material 
for the object for water supply, or gas. Galvanized joints, such as an elbow whose tubed rough ** is 
****, tsi, a socket, and a reducer, are also manufactured through the same process. 
[0004] By the way, a welded joint with a slot to which the end section is joined by the grooving method 
of construction, and the other end is joined by welding and which was galvanized forms the concave 
into which a special -purpose machine performs striation processing in the end section of tubed rough ** 
which becomes by * ** * by which the tube was formed before forming a plating layer, and the pawl of 
coupling fits, performs the above-mentioned process A to the tubed rough **, and forms the plating 
layer of a zinc system. The other end of the welded joint with a slot (plating member for welding) which 
has such a plating layer is removing the plating layer of the other end which is a welding part by 
carrying out grinding of the front face of the groove section before welding, as shown in drawing 8 
(grinding of the groove section). 

[0005] Also although the edge which welds members, such as a welded joint, should remove rust, a 
scale, paint, etc. before welding and should make them clarification originally Even if it carries out 
grinding of the member which has the plating layer of a zinc system like the above-mentioned welded 
joint with a slot using a sandur or a file It is not only difficult to remove the plating layer completely, but 
if such a grinding activity is done, work environment will get worse extremely with the dust by the fume 
of the heavy-metal content produced in connection with grinding. By the latest piping method of 
construction, although the method of manufacturing unit components at works and assembling it under 
the background that experienced technicians are insufficient on the spot is promoted, even if it does the 
above-mentioned grinding activity at works, aggravation of work environment is nonavoidable. 
[0006] And when the edge of the member which is not removed completely [ a plating layer ] is welded, 
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a zinc steam is confined in a weld zone and major defects, such as a blowhole (pore), may be produced. 
Since it is hard to remove especially the plating layer of an inside even if it performs grinding for plating 
layer removal in the case of the above-mentioned welded joint with a slot, a blowhole may be produced 
in a weld zone. And if the blowhole exists in the weld zone, it will become the cause which becomes 
poor welding and causes the fluid leakage from a weld etc. 

[0007] Then, an applicant for this patent is abolishing-need of carrying out grinding of part which 
proposes approach of manufacturing plating member for welding previously through process shown in 
drawing 9 , and is welded before welding ******. 

[0008] After th is ap proach performs acid washin g and flux processi ng to tubed rou g h ** ? it makes the 
liquefied object thru/or slime containing a minerals component adhere to the edge of tubed rough ** 
which is a welding part, and performs groove section masking of forming a mask layer. It is the 
approach of removing masking of tubed rough ** with which tubed rough ** which masked such was 
immersed in the plating bath (plating bath immersion), the plating layer was formed in the skin of that 
tubed rough **, and the plating layer was formed after this (mask removal). 
[0009] Moreover, in the process shown in drawing 9 , to perform groove section masking using the 
masking reagent of an epoxy system was also tried. 
[0010] 

[Problem(s) to be Solved by the Invention] However, the knowledge of the following irrational points 
was carried out about the manufacture approach of passing through the process of drawing 9 which the 
applicant for this patent proposed previously. Namely, it is the process performed in this approach after 
groove section masking performs acid washing and flux processing to tubed rough **. Moreover, since 
slime is used as a masking reagent and it is necessary to dry the slime adhering to the edge of tubed 
rough ** It will be necessary to secure the location for drying slime. Flume ******* * ? it comes to put 
tubed rough ** by which flux processing is carried out until slime will dry, since plating works are full 
of various kinds of corrosive gas (oxidizing gas) into a oxidizing gas ambient atmosphere [ long 
duration ]. The knowledge of the irrational point that it may have a bad influence on the soundness of 
the plating layer in which that is formed at a back process was carried out. In addition, since a masking 
reagent was slime, there was also a trouble of having exfoliated by the impact or being easy to drop out. 
[001 1] on the other hand, about the above-mentioned method of performing groove section masking 
using the masking reagent of an epoxy system If a masking reagent dries, while it has the advantage of 
being able to be equal to rough handling Since to have to deal with it so that 2 times coating of a 
masking reagent may be required, and the air dried of the long duration of 8 hours may moreover be 
needed per time after spreading and the lappet omission of a masking reagent may not be produced after 
spreading is demanded There was a trouble of becoming stagnation when the process which performs 
groove section masking of drawing 9 performs all the processes of this drawing. Moreover, when 
masked tubed rough ** was galvanized by being immersed in a plating bath, since a masking reagent 
was then burned down, there was also a trouble about the economical efficiency in which an expensive 
masking reagent cannot use it only once. 

[0012] Not having the fault that grinding of the part welded before welding about the conventional 
approach which this invention was made in view of the above situation and problem, and was explained 
by drawing 8 must be carried out aims at offering the manufacture approach of the welding plating 
member which, of course, has neither the irrational point mentioned above about drawing 9 , nor a 
trouble. 

[0013] Namely, invention of claim 1 is made paying attention to the property to check formation of a 
plating layer being in the oxide film inevitably provided on the front face of tubed rough **. It aims at 
offering the manufacture approach of a welding plating member of adding the process which equips 
with a masking member to tubed rough ** into the general usual plating process which performs acid 
washing, flux processing, and plating bath immersion, and the process which performs the removal. 
[0014] Moreover, invention of claim 2 can use the thermoplastics which is cheap plastics compared with 
epoxy system resin. Moreover, plastics, such as thermoplastics and thermosetting resin, shows the 
adhesion over tubed rough ** in the melting condition. 
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EFFECT OF THE INVENTION 



[Effect of the Invention] Invention of claim 1 is effective in the ability to manufacture plating members 
for welding, such as a welded joint, efficiently easily, without making stagnation to a production 
process, since the process which detaches and attaches a masking member to tubed rough ** is only 
added into the general usual plating process. Moreover, since the approach of equipping with a masking 
member and masking the edge of tubed rough ** is adopted, there is an advantage that it is possible to 
use what was made from ingredients, such as silicone rubber which can be equal to rough handling, as 
the masking member. 

[0036] Invention of claim 2 is effective in the ability to manufacture plating members for welding, such 
as a welded joint, efficiently easily, without using plastics, only adding the process which can be 
performed simply and cheaply of masking the edge of tubed rough **, and making stagnation to a 
production process, before performing the general usual plating process. 

[0037] Moreover, the thermosetting resin which does not cause, discard and spread quality degradation 
which foreign matters, such as iron powder with **** of pinhole generating and dust, mixed, and 
stopped being suitable for general **-electrostatic coating can be effectively used as a masking reagent. 
[0038] And since the plating member for welding manufactured by these invention does not have to 
carry out grinding of the edge welded before welding, there is no room to produce aggravation of the 
work environment by generating of dust, and a plating layer does not have a bad influence on a weld 
zone. 



[Translation done.] 
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TECHNICAL PROBLEM 



[Problem(s) to be Solved by the Invention] However, the knowledge of the following irrational points 
was carried out about the manufacture approach of passing through the process of drawing 9 which the 
applicant for this patent proposed previously. Namely, it is the process performed in this approach after 
groove section masking performs acid washing and flux processing to tubed rough **. Moreover, since 
slime is used as a masking reagent and it is necessary to dry the slime adhering to the edge of tubed 
rough ** It will be necessary to secure the location for drying slime. Flume ******* * ? it comes to put 
tubed rough ** by which flux processing is carried out until slime will dry, since plating works are full 
of various kinds of corrosive gas (oxidizing gas) into a oxidizing gas ambient atmosphere [ long 
duration ]. The knowledge of the irrational point that it may have a bad influence on the soundness of 
the plating layer in which that is formed at a back process was carried out. In addition, since a masking 
reagent was slime, there was also a trouble of having exfoliated by the impact or being easy to drop out. 
[001 1] on the other hand, about the above-mentioned method of performing groove section masking 
using the masking reagent of an epoxy system If a masking reagent dries, while it has the advantage of 
being able to be equal to rough handling Since to have to deal with it so that 2 times coating of a 
masking reagent may be required, and the air dried of the long duration of 8 hours may moreover be 
needed per time after spreading and the lappet omission of a masking reagent may not be produced after 
spreading is demanded There was a trouble of becoming stagnation when the process which performs 
groove section masking of drawing 9 performs all the processes of this drawing. Moreover, when 
masked tubed rough ** was galvanized by being immersed in a plating bath, since a masking reagent 
was then burned down, there was also a trouble about the economical efficiency in which an expensive 
masking reagent cannot use it only once. 

[0012] Not having the fault that grinding of the part welded before welding about the conventional 
approach which this invention was made in view of the above situation and problem, and was explained 
by drawing 8 must be carried out aims at offering the manufacture approach of the welding plating 
member which, of course, has neither the irrational point mentioned above about drawing 9 , nor a 
trouble. 

[0013] Namely, invention of claim 1 is made paying attention to the property to check formation of a 
plating layer being in the oxide film inevitably provided on the front face of tubed rough **. It aims at 
offering the manufacture approach of a welding plating member of adding the process which equips 
with a masking member to tubed rough ** into the general usual plating process which performs acid 
washing, flux processing, and plating bath immersion, and the process which performs the removal. 
[0014] Moreover, invention of claim 2 can use the thermoplastics which is cheap plastics compared with 
epoxy system resin. Moreover, plastics, such as thermoplastics and thermosetting resin, shows the 
adhesion over tubed rough ** in the melting condition. And these plastics is made paying attention to 
the property to form a carbonization coat in the front face of tubed rough ** while being burned down in 
an elevated temperature and generating gas being shown. It aims at providing the edge of tubed rough ** 
with the manufacture approach of the welding plating member of masking a welding resin layer, before 
performing the above-mentioned general usual plating process. 
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MEANS 



[Means for Solving the Problem] The edge in tubed rough ** which possesses an oxide film on the 
whole front face welded is equipped with a masking member, and it masks only the end face of that 
edge, and on the surface of inside and outside, the manufacture approach of the plating member for 
welding invention of claim 1 removes the above-mentioned masking member, after performing acid 
washing and flux processing to tubed rough ** which performed this masking, and that tubed rough ** 
is immersed in a plating bath. 

[0016] The manufacture approach of the plating member for welding invention of claim 2 A welding 
resin layer is masked the end face of the edge where tubed rough ** is welded by immersing the edge 
where tubed rough ** heated to the melting temperature of the masking reagent which becomes by the 
fine particles of plastics is welded in the above-mentioned fine particles, and making the above- 
mentioned edge carry out melting adhesion of the plastics, and on the surface of inside and outside. 
Tubed rough ** which performed this masking is immersed in a plating bath, after performing acid 
washing and flux processing. 

[Translation done.] 
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EXAMPLE 

[Example] Drawing 1 is outline process drawing having shown the manufacture approach of the plating 
member for welding by the example of invention of claim 1. The groove section masking process that 
the manufacture approach of this example equips the edge (for example, groove section) in tubed rough 
** which becomes by **** which possesses an oxide film on the whole front face welded with a 
masking member, and masks only the end face of that edge, and on the surface of inside and outside, 
The acid-washing process which performs acid washing to tubed rough ** which masked, and flux 
down stream processing performed after an acid-washing process, It has the mask removal process of 
removing a masking member from tubed rough ** which passed through flux down stream processing, 
and the plating bath immersion process that the tubed part material which removed the masking member 
is immersed in a plating bath. 

[0020] The oxide film provided in tubed rough ** is formed with the ferrous oxide generated at the time 
of hot forging or molding, or when a primary rust-proofing paint film is mechanically exfoliated with 
shot blasting, it is formed by heating in air about 30 minutes at 300-500 degrees C, and oxidizing a front 
face, and it is inevitably provided on the whole front face of tubed rough **. 

[0021] a part of masking member 1 by which drawing 2 is used for masking — a notching side elevation 
and drawing 3 show the busy condition of the masking 1 . Like drawing 2 , the masking member 5 is 
constituted by the annular member equipped with the slot 6 of the shape of a circular ring inserted in the 
edge 2 at which tubed rough ** 1 is welded, and the inner circumference gutter wall surface 61 and the 
periphery gutter wall surface 62 of the above-mentioned slot 6 are formed in the curve side which 
pushed out so that the center section of those shaft orientations might approach mutually. In addition, 
each may form evenly the inner circumference side-attachment-wall side 61 and the periphery side- 
attachment-wall side 62 of a slot 6, and the projection of a semicircle-like cross section may be prepared 
in those wall surfaces 61 and 62 in the shape of opposite. And the inner circumference gutter wall 
surface 61 and the periphery gutter wall surface 62 have a dimension with mutual spacing of the part 
approached most at least shorter than the thick dimension of the edge 2 where tubed rough ** 1 shown 
by the imaginary line is welded. Moreover, the masking member 5 is made from the ingredient which 
was excellent in thermal resistance and acid resistance, and was excellent also in resiliency, for example, 
silicone rubber. 

[0022] The above-mentioned groove section masking process is completed only by doing the easy 
activity of inserting the slot 6 of the masking member 5 in the edge 2 at which it is welded to tubed 
rough ** 1 like drawing 3 . In this case, although it is desirable to make it the end face [ in / in the wall 
surfaces 61 and 62 of the slot 6 in the masking member 5 / the edge 2 of tubed rough ** 1 ] 21 and stick 
certainly on the surface of [ 22 and 23 ] inside and outside An end face 21, since it is irregular on the 
surface of [ 22 and 23 ] inside and outside, when it is hard to acquire such a positive adhesion condition, 
it is good to apply beforehand the common viscosity nature fats and oils L, such as grease, to the wall 
surfaces 61 and 62 of the slot 6 in the masking member 5. If it is made such, the clearance between the 
wall surfaces 61 and 62 of an end face 21 or the slot 6 in those fields 21, 22, and 23 and the masking 
member 5 even if irregular on the surface of [ 22 and 23 ] inside and outside etc. is buried with the 



h c e ce b eb ce e e 



Page 2 of 2 



viscosity nature fats and oils L, and acid washing of an end face 21 or the internal and external front 
faces 22 and 23 does not have to be carried out at all in the acid-washing process which is a back 
process. 24 is a groove face. 

[0023] An acid-washing process is a process which the matter acting as [ when galvanizing the oxide 
film currently formed in the front face of tubed rough ** ] a failure is removed [ process ], and activates 
the front face of tubed rough **. At this acid-washing process, since tubed rough ** by which the edge 
was masked is processed, the end face of the edge where tubed rough ** was masked, and an internal 
and external front face remain, without activating. 

T 0024 1 It i s the pr ocess which makes flux adhere to the front face of tubed roug h ** on which flux down 
stream processing was activated at the acid-washing process, and in this flux down stream processing, 
since tubed rough ** by which the edge was masked is processed, flux does not adhere to the end face of 
the edge where tubed rough ** was masked, and an internal and external front face. 
[0025] A mask removal process is completed by the easy activity which the masking member 5 with 
which the edge 2 of the tubed part material 1 is equipped like drawing 3 removes. Since the matter 
acting as [ the end face 21 of the edge 2 currently masked in tubed rough ** 1 from which the masking 
member 5 was removed at this process, or when performing plating of an oxide film or others on the 
.surface of / 22 and 23 / inside and outside ] a failure remains as it is, those fields 21, 22, and 23 are 
inactive. 

[0026] At a plating bath immersion process, the plating layer of 0.2-0.5mm of thickness which is 
immersed in the plating bath which collected about 430-480-degree C hot melting zinc in the tubed part 
material which removed the masking member, and becomes by the iron-zinc system alloy layer is 
formed, and it is pulled up from a plating bath and it cools (for example, water cooling). 
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ABSTRACT: 

PURPOSE: To prevent the formation of a galvanizing film at the ends of an 
iron cylindrical material by utilizing a masking material consisting of the 
iron oxide film at the ends or plastics at the time of galvanizing the iron 
cylindrical material exclusive of its end. 

CONSTITUTION: The oxide film which hinders the formation of a plating film 
exists over the entire part of the iron cylindrical blank material at the time 
of galvanizing the entire surface of the iron cylindrical blank material 
exclusive of the weld zone at its ends and, therefore, the masking member is 
applied to the welded end where the plating is not required and thereafter, the 
oxide of the part to be plated exclusive of the ends is removed by a pickling 
treatment. After the material is subjected to a flux treatment, the masking 
material at the ends is removed and the material is immersed into a galvanizing 
bath. Since the oxide film remains at the ends without being pickled, the 
galvanized material having the ends remaining without being plated is obtd. The 
ends where the plating is not required are otherwise subjected to a molten 



2/4/05, EAST Version: 2.0.1.4 



masking treatment by plastic powder and thereafter, the material is subjected 
to the flux treatment and is immersed into the galvanizing bath, by which the 
galvanized cylindrical material having the non-plated parts at the ends is 
produced. 
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